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(57) ABSTRACT

An adhesive film includes a film-like adhesive layer and a pair
of'separators sandwiching the adhesive layer. The outer edges
of both separators extend outward beyond the outer edge of
the adhesive layer, and a blade is used to form a notch on the
adhesive layer side of the heavy release separator, along the
outer edge of the adhesive layer. The thickness of the heavy
release separator is between 50 um and 200 pm, the average
notch depth is between 5 pm and 45 um and the standard
deviation for the notch depth is no greater than 15 um. Speci-
fying the notch depth allows complete cutting of the adhesive
layer with the blade, while also limiting release problems
between the heavy release separator and the adhesive layer.
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1
ADHESIVE FILM

BACKGROUND OF THE INVENTION

1. Field of the Invention

The present invention relates to an adhesive film and to a
method for producing it.

2. Related Background Art

In recent years, touch panels are being incorporated in the
liquid crystal display devices of cellular phones, portable
gaming devices, digital cameras, car navigation systems,
handheld computers, portable data terminals (PDA) and the
like. Such liquid crystal display devices (hereunder also
referred to as “touch panel displays™) are constructed in a
layered manner, with a protective panel, touch panel and
liquid crystal panel in that order, there being disposed trans-
parent adhesive layers between the protective panel and touch
panel or between the touch panel and liquid crystal panel (see
PTL 1, for example). Because such adhesive layers help
increase the brightness and visibility of the display while also
functioning as a shock absorption material, they are indis-
pensable components of the display structure.
[PTL 1] Japanese Unexamined Patent Application Publica-

tion No. 2008-83491

SUMMARY OF THE INVENTION

The type of adhesive layer described above is preferably
handled as an adhesive film that is sandwiched on both adhe-
sive sides with releasable base materials, in order to prevent
adhesion of dirt and dust during storage and transport. The
adhesive layer is preferably formed beforehand to the size of
the liquid crystal display device in which it is intended to be
used. When the adhesive layer, together with the base mate-
rials, is cut into the desired shape, and the outer edge of the
adhesive layer and the outer edges of the base materials are
aligned, dust tends to easily adhere to the cut surfaces of the
adhesive layer, and the base materials can be difficult to
release from the adhesive layer. Therefore, it is preferred for
at least one of the outer edges of the base materials to extend
outward beyond the outer edge of the adhesive layer. One
example of a method for producing an adhesive film having
such a construction involves first forming the adhesive layer
on one base material and then cutting the adhesive layer
without cutting the base material. For complete cutting of the
adhesive layer alone, it is necessary to pass the blade up to a
depth reaching the base material. A Notch is also formed in
the base material, along the outer edge of the adhesive layer.
However, research by the present inventors has indicated that,
depending on the condition of the notch formed in the base
material, this can interfere with release of the base material
from the adhesive layer.

Being the result of much effort toward finding a solution to
this problem, this invention is intended to provide an adhesive
film that can minimize release problems between the adhesive
layer and each of the base materials, as well as a method for
producing the adhesive film.

The adhesive film of the invention comprises a film-like
adhesive layer and a pair of base materials sandwiching the
adhesive layer, wherein the outer edges of the base materials
extend outward beyond the outer edge of the adhesive layer, a
notch is formed on the adhesive layer side of one base mate-
rial, along the outer edge of the adhesive layer, the thickness
of that base material being between 50 um and 200 pm, the
average notch depth being between 5 um and 45 um, and the
standard deviation for the notch depth being no greater than
15 pm.
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With this type of adhesive film, the outer edges of the base
materials extend outward beyond the outer edge of the adhe-
sive layer, and therefore the outer edge section of the adhesive
layer is reliably protected during storage and transport of the
adhesive film. In addition, a notch is formed using a blade or
the like on the adhesive layer side of one base material that has
athickness between 50 um and 200 pum, and the average notch
depth is at least 5 pum. This allows complete cutting of the
adhesive layer as the blade reliably passes through to the base
material side. The average notch depth is also no greater than
45 um. This can prevent portions of the adhesive layer from
deeply intruding into the notch during cutting of the adhesive
layer with the blade. By minimizing intrusion of the adhesive
layer into the notch, it is possible to reduce release problems
between the adhesive layer and each of the base materials.
The standard deviation for the notch depth is 15 um. This will
reduce variation in the notch depth to allow complete cutting
of the adhesive layer, while also providing a more reliable
effect for minimizing release problems between the adhesive
layer and each of the base materials. The notch depth can be
stipulated by the standard deviation in this manner based on
the fact that the effect of the invention is not impeded even if
some portions of the notch along the outer edge of the adhe-
sive layer has depths outside of the aforementioned range.

The peel strength between the one base material and the
adhesive layer is also preferably higher than the peel strength
between the other base material layer and the adhesive layer.
By thus producing a difference between the peel strength on
the one base material side and the peel strength on the other
base material side, orderly release of the base materials is
facilitated.

Also, preferably the outer edge of the adhesive layer forms
a rectangular planar shape, the average notch depth is
between 5 um and 45 um at multiple measured points, allo-
cated in at least one location on each side of the outer edge of
the adhesive layer, and the standard deviation for the notch
depth at multiple measured points is no greater than 15 pm.
This will allow complete cutting of the adhesive layer, while
also providing a more reliable effect for minimizing release
problems between the adhesive layer and each of the base
materials.

The storage elastic modulus of the adhesive layer at 25° C.
is preferably between 1.0x10° Pa and 1.0x10° Pa. This will
result in a closer relationship between the notch depth and the
cuttability and releasability of the adhesive layer, so that the
effect of limiting the notch depth to the aforementioned range
will be more prominent.

The peel strength of the adhesive layer for a glass substrate
is preferably between 5 N/10 mm and 20 N/10 mm. This will
result in an even closer relationship between the notch depth
and the cuttability and releasability of the adhesive layer, so
that the effect of limiting the notch depth to the aforemen-
tioned range will be even more prominent.

The method for producing the adhesive film of the inven-
tion, which is provided with a film-like adhesive layer and a
pair of base materials sandwiching the adhesive layer, com-
prises a cutting step in which a blade is passed through a
preliminary film that is composed of the adhesive layer
formed on one of the base materials, to a depth reaching from
the adhesive layer to that base material, and the outer edge of
the adhesive layer is cut to the prescribed shape, wherein in
the cutting step, the blade reaches the base material in such a
manner that the average notch depth formed in the base mate-
rial by the blade is between 5 um and 45 um, and the standard
deviation for the notch depth is no greater than 15 um.

In this method for producing an adhesive film, the average
notch depth is at least 5 um. This allows complete cutting of
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the adhesive layer as the blade reliably passes through to the
base material side. The average notch depth is also no greater
than 45 pm. This can prevent portions of the adhesive layer
from deeply intruding into the notch during cutting of the
adhesive layer with the blade. By minimizing intrusion of the
adhesive layer in the notch, it is possible to reduce release
problems between the adhesive layer and each of the base
materials. The standard deviation for the notch depth is also
no greater than 15 pm. This will reduce variation in the notch
depth to allow complete cutting of the adhesive layer, while
also providing a more reliable effect of minimizing release
problems between the adhesive layer and each of the base
material.

After the cutting step there is preferably also provided an
attachment step in which the other base material is attached to
the adhesive layer. The blade will easily pass through the
adhesive layer without being impeded by the other base mate-
rial.

The adhesive film and production method of the invention
can minimize release problems between the adhesive layer
and each of the base materials.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1is a side view of an embodiment of an adhesive film
according to the invention.

FIG. 2 is a plan view of the adhesive film of FIG. 1.

FIG. 3 is a cross-sectional diagram showing of a prelimi-
nary film.

FIG. 4 is a cross-sectional diagram illustrating a cutting
step.

FIG. 5 is a cross-sectional diagram illustrating a removal
step.

FIG. 6 is a cross-sectional diagram illustrating a removal
step.

FIG. 7 is a cross-sectional diagram illustrating an attach-
ment step.

FIG. 8 is a perspective view illustrating an attachment step.

FIG. 9 is a cross-sectional diagram illustrating a light
release separator-releasing step.

FIG. 10 is a cross-sectional diagram illustrating a step of
attachment of a side onto an adherend.

FIG. 11 is a cross-sectional diagram illustrating a heavy
release separator-releasing step.

FIG. 12 is a cross-sectional diagram illustrating a step of
attachment of a side of an adhesive layer onto an adherend.

FIG. 13 is a cross-sectional diagram showing the outer
edge of an adhesive layer where the notch depth is insuffi-
cient.

FIG. 14 is a cross-sectional diagram showing the state of
release of a heavy release separator for FIG. 13.

FIG. 15 is a cross-sectional diagram showing the outer
edge of an adhesive layer where the notch depth is excessive.

FIG. 16 is a cross-sectional diagram showing the state of
release of a heavy release separator for FIG. 15.

FIG. 17 is a schematic diagram illustrating a method of
setting a sample on a macrodynamic viscoelasticity meter.

DESCRIPTION OF THE PREFERRED
EMBODIMENTS

As shown in FIG. 1, the adhesive film 1 of the invention
comprises a transparent film-like adhesive layer 2, a heavy
release separator 3 (one base material) and a light release
separator 4 (other base material) that sandwich the adhesive
layer 2. For assembly of a touch panel display for a portable
terminal, for example, the adhesive film 1 is a transparent film
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intended to be disposed between a protective panel and a
touch panel, or between a touch panel and a liquid crystal
panel.

The adhesive layer 2 is formed, for example, by an adhe-
sive composition that includes (A) an acrylic acid-based
derivative polymer, (B) an acrylic acid-based derivative and
(C) a polymerization initiator. The (A) acrylic acid-based
derivative polymer may be obtained by polymerizing the (B)
acrylic acid-based derivative, and preferably its weight-aver-
age molecular weight is between 10,000 and 1,000,000 (as
determined using a calibration curve for standard polystyrene
obtained by gel permeation chromatography, with measure-
ment at 25° C. to 40° C. using an HPL.C column employing a
common porous polymer gel, and using tetrahydrofuran as
the eluent, with the detector used preferably being a differen-
tial refractometer (RI detector)). The acrylic acid-based
derivative polymer may be a polymer obtained by polymer-
ization in combination with a monomer other than an acrylic
acid-based derivative.

According to the invention, the content of the (A) acrylic
acid-based derivative polymer is preferably between 10 mass
% and 80 mass %, more preferably between 20 mass % and 50
mass % and even more preferably between 25 mass % and 45
mass %, with respect to the total weight of the adhesive
composition.

The (B) acrylic acid-based derivative may be acrylic acid
or methacrylic acid, or any of their derivatives. Specifically,
these include (meth)acrylic acid alkyl having C1-20 alkyl,
benzyl(meth)acrylate, alkoxyalkyl(meth)acrylates, ami-
noalkyl(meth)acrylates, (meth)acrylic acid esters of (diethyl-
eneglycol ethyl ether), mono(meth)acrylic acid esters of
polyalkylene glycols, (meth)acrylic acid esters of polyalky-
leneglycol alkyl ethers, (meth)acrylic acid esters of polyalky-
leneglycol aryl ethers, (meth)acrylic acid esters with alicyclic
groups, fluorinated alkyl(meth)acrylates, (meth)acrylic acid
esters with hydroxyl groups such as 2-hydroxyethyl(meth)
acrylate, 3-hydroxypropyl(meth)acrylate, 4-hydroxybutyl
(meth)acrylate and glycerol(meth)acrylate, glycidyl(meth)
acrylate, (meth)acrylamide, (meth)acryloylmorpholine and
the like, which have one polymerizable unsaturated bond in
the molecule. Any of these may be used alone or in mixtures
of two or more.

A monomer with 2 or more polymerizable unsaturated
bonds in the molecule may also be used together with the
aforementioned monomers that have one polymerizable
unsaturated bond in the molecule. Preferred monomers are
bisphenol A di(meth)acrylate, 1,4-butanediol di(meth)acry-
late, 1,3-butyleneglycol di(meth)acrylate, diethyleneglycol
di(meth)acrylate, glycerol di(meth)acrylate, neopentyl gly-
col di(meth)acrylate, polyethyleneglycol di(meth)acrylate,
polypropyleneglycol di(meth)acrylate, tetraethyleneglycol
dimethacrylate, trimethylolpropane trimethacrylate, pen-
taerythritol tri(meth)acrylate, tris((meth)acryloxyethyl)iso-
cyanurate, pentaerythritol tetra(meth)acrylate, dipentaeryth-
ritol  tetra(meth)acrylate, dipentaerythritol hexa(meth)
acrylate, dipentaerythritol penta(meth)acrylate, di(meth)
acrylates with urethane bonds and di(meth)acrylates with
polyalkylene glycol chains and urethane bonds (having
weight-average molecular weights of 5,000-100,000; deter-
mined using a calibration curve for standard polystyrene
obtained by gel permeation chromatography, with measure-
ment at 25° C. to 40° C. using an HPL.C column employing a
common porous polymer gel, and using tetrahydrofuran as
the eluent, the detector used preferably being a differential
refractometer (RI detector)). These monomers may be used
either alone or in combinations of two or more. From the
viewpoint of shapeability of the adhesive layer 2, it is pre-
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ferred to use a monomer with 2 or more polymerizable unsat-
urated bonds in the molecule in component (B).

The term “(meth)acrylate” refers to the “acrylate” and its
corresponding “methacrylate”. Similarly, the term “(meth)
acrylic” refers to the “acrylic” and its corresponding “meth-
acrylic” compound, and “(meth)acryloyl” refers to the “acry-
loy!l” and its corresponding “methacryloyl” compound.

For the invention, the content of the (B) acrylic acid-based
derivative is preferably between 15 mass % and 89.9 mass %,
more preferably between 45 mass % and 79.9 mass % and
even more preferably between 50 mass % and 74.9 mass %,
with respect to the total weight of the adhesive composition.

The (C) polymerization initiator may employ a photopo-
lymerization initiator, which may be selected from among
materials such as ketone-based, acetophenone-based, ben-
zophenone-based, anthraquinone-based, benzoin-based,
acylphosphine oxide-based, sulfonium salt, diazonium salt
and onium salt compounds. Particularly preferred are ketone-
based compounds such as 1-hydroxycyclohexylphenyl
ketone, and acylphosphine oxide-based compounds such as
bis(2,4,6-trimethylbenzoyl)-phenylphosphine oxide, bis(2,6-
dimethoxybenzoyl)-2,4,4-trimethyl-pentylphosphine oxide
and 2.4,6-trimethylbenzoyl-diphenylphosphine oxide, from
the viewpoint of transparency and curing properties.

For the invention, the content of the (C) polymerization
initiator is preferably between 0.1 mass % and 5 mass %,
more preferably between 0.2 mass % and 4 mass % and even
more preferably between 0.3 mass % and 2 mass %, with
respect to the total mass of the adhesive composition.

The adhesive layer 2 is obtained by, for example, coating a
liquid adhesive composition comprising components (A) to
(C) on a heavy release separator 3 to a desired film thickness,
and then shaping it by cutting to the desired size. The coated
adhesive composition may be irradiated with active light rays
such as ultraviolet rays. From the viewpoint of adhesion, the
adhesive layer 2 is preferably composed mainly of a structural
unit derived from a (meth)acrylic acid alkyl having C4-18
alkyl. Here, “composed mainly of” refers to the most abun-
dant component constituting the adhesive layer 2. The thick-
ness of the adhesive layer 2 is preferably between 0.1 mm and
1 mm, and more preferably between 0.15 mm (150 pm) and
0.5 mm (500 pm). With this range of thickness, the adhesive
layer 2 will be able to exhibit an even more superior effect
when applied in a display.

The storage elastic modulus of the adhesive layer 2 at 25°
C.is preferably between 1.0x10° Paand 1.0x10° Pa, and more
preferably between 1.0x10* Pa and 5.0x10° Pa.

The storage elastic modulus can be measured with a
dynamic viscoelasticity meter (such as an RSA II by Rheo-
metric Scientific, with measurement in shear sandwich mode
at 1 Hz), using a sample (adhesive layer 2) with a thickness of
0.5 mm, a length of 10 mm and a width of 10 mm.

The peel strength of the adhesive layer 2 for a glass sub-
strate (soda lime glass) is preferably between 5 N/10 mm and
20N/10 mm, and more preferably between 7 N/10 mm and 15
N/10 mm. The thickness of the adhesive layer 2 is preferably
between 100 pm and 500 pm and more preferably between
150 um and 400 um. The planar shape of the adhesive layer 2
may be appropriately designed depending on the adherend to
which it will be applied, and for example, the effect of the
invention will be prominently exhibited with a rectangular
shape having long sides between 50 mm and 500 mm and
short sides between 30 mm and 400 mm, and even more
prominently exhibited with a rectangular shape having long
sides between 100 mm and 300 mm and short sides between
80 mm and 280 mm. The light transmittance of the adhesive
layer 2 is preferably at least 80%, more preferably at least
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90% and most preferably at least 95% for light rays in the
visible light range (wavelength: 380-780 nm). The light trans-
mittance may be measured using a spectrophotometer. As an
example, the spectrophotometer may be a Hitachi Model
U-3310 spectrophotometer (with integrating sphere). The
light transmittance of the adhesive layer 2 can be calculated
by using a spectrophotometer to measure the light transmit-
tance of an adhesive layer-attached glass substrate, compris-
ing a 500 um-thick glass substrate and the adhesive layer 2
adjusted to a thickness of 175 um, and subtracting the light
transmittance of the glass substrate from the light transmit-
tance of the adhesive layer-attached glass substrate.

The heavy release separator 3 may also be a polymer film
such as polyethylene terephthalate, polypropylene, polyeth-
ylene or polyester, and is preferably a polyethylene tereph-
thalate film (PET film). The thickness of the heavy release
separator 3 is preferably between 50 pm and 200 um, more
preferably between 60 um and 150 um and most preferably
between 70 um and 130 pm. The planar shape of the heavy
release separator 3 is larger than the planar shape of the
adhesive layer 2, and the outer edge 3a of the heavy release
separator 3 extends outward beyond the outer edge 2a of the
adhesive layer 2. The amount by which the outer edge 3a
extends outward beyond the outer edge 2a is preferably
between 2 mm and 20 mm and more preferably between 4
mm and 10 mm, from the viewpoint of ease of handling and
release and reduced adhesion of dust and dirt. The planar
shapes of the adhesive layer 2 and heavy release separator 3
are preferably rectangular, with the outer edge 3a extending
beyond the outer edge 2a by between 2 mm and 20 mm and
more preferably between 4 mm and 10 mm on at least one
side, and even more preferably between 2 mm and 20 mm and
most preferably between 4 mm and 10 mm on all sides.

The light release separator 4 may be a polymer film such as
polyethylene terephthalate, polypropylene, polyethylene or
polyester, and is preferably a polyethylene terephthalate film
(PET film). The thickness of the light release separator 4 is
preferably between 25 pm and 150 um, more preferably
between 30 um and 100 pm and most preferably between 40
um and 75 um. The planar shape of the light release separator
4 is larger than the planar shape of the adhesive layer 2, and
the outer edge 4a of the light release separator 4 extends
outward beyond the outer edge 2a of the adhesive layer 2. The
amount by which the outer edge 4a extends outward beyond
the outer edge 2a is preferably between 2 mm and 20 mm and
more preferably between 4 mm and 10 mm, from the view-
point of ease of handling and release and reduced adhesion of
dust and dirt. The planar shapes of the adhesive layer 2 and
light release separator 4 are preferably rectangular, with the
outer edge 4a extending beyond the outer edge 2a by between
2 mm and 20 mm and more preferably between 4 mm and 10
mm on at least one side, and even more preferably between 2
mm and 20 mm and most preferably between 4 mm and 10
mm on all sides.

The peel strength between the heavy release separator 3
and the adhesive layer 2 is also preferably higher than the peel
strength between the light release separator 4 and the adhe-
sive layer 2. The peel strength between the heavy release
separator 3 and the adhesive layer 2 is preferably between 0.3
N/25 mm and 1.5 N/25 mm, and more preferably between
0.35 N/25 mm and 1.0 N/25 mm. The peel strength between
the light release separator 4 and the adhesive layer 2 is pref-
erably between 0.01 N/25 mm and 0.4 N/25 mm, and more
preferably between 0.05 N/25 mm and 0.35 N/25 mm. Pref-
erably, the inequality T>S is satisfied, where T is the peel
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strength between the heavy release separator 3 and the adhe-
sive layer 2, and S is the peel strength between the light
release separator 4 and the adhesive layer 2. The peel strength
between the separators 3,4 and the adhesive layer 2 may be
adjusted by surface treatment of the separators 3,4, for
example. Surface treatment can be accomplished by release
treatment with a silicone-based compound or fluorine-based
compound.

The peel strength was measured at 25° C. using a TENSI-
LONRTG-1210 Universal Tester by A&D. The measurement
was by 90 degree peeling for the “peel strength between the
heavy release separator 3 and adhesive layer 2”” and the “peel
strength between the light release separator 4 and adhesive
layer 2”. The “peel strength between the glass substrate and
adhesive layer 2”” was measured with 180 degree peeling. The
pull rate was 300 mm/min for both 90 degree and 180 degree
peeling.

Notch 3¢ is formed on the side 36 of the heavy release
separator 3 facing the adhesive layer 2, along the outer edge
2a of the adhesive layer 2. The average value for the depth D
of'the notch 3¢ at all of the outer edge 2a is between 5 um and
45 um, but it is more preferably between 10 um and 40 pm.
The standard deviation for the depth D at all of the outer edge
2a is no greater than 15 um, more preferably no greater than
12 um and most preferably no greater than 5 um. The mini-
mum depth D, of the notch 3¢ is at least 5 um and the
maximum depth D,, . is preferably no greater than 45 pum,
and more preferably the minimum depth D,,,,,, is atleast 10 um
and the maximum depth D, is no greater than 40 um.

The average value and standard deviation for the depth D of
the notch 3¢ can be easily calculated by the following for-
mula, using the depth D measured at multiple measuring
points allocated on the outer edge 2a of the adhesive layer 2.

Average value(arithmetic mean)X ;~(X1+X2+
XB+. .. +tXn)/n

Standard deviation o=[{(X1-X,;)*+(X2-X_7)*+(X3-
X+ .+ X=X )2} m] 2
X1, X2, X3, . .. Xn: Measurement results at n measuring
points.

As shown in FIG. 2, the measuring points P for the depth D
are preferably allocated at a greater number of points dis-
persed along the outer edge 2a of the adhesive layer 2. For
example, when the outer edge 2a ofthe adhesive layer 2 forms
arectangle, the measuring points P are preferably allocated in
at least one location on each side of the outer edge 2a. The
measuring points P are preferably allocated at 3 points on
each side of the outer edge 2a. The depth D of the notch 3¢ can
be measured, for example, by cross-sectional observation
with an electron microscope or by non-contact level measure-
ment.

The adhesive film 1 described above may be produced in
the following manner. First, as shown in FIG. 3, the adhesive
layer 2 is formed on the heavy release separator 3, and a
temporary separator 5 is formed on the adhesive layer 2, to
prepare a preliminary film 10. The temporary separator 5 may
be a layer made of the same material as the light release
separator 4, for example.

Next, as shown in FIG. 4, a die cutter (not shown) equipped
with a blade B is used to cut the temporary separator 5 and the
adhesive layer 2 into the desired shape. The die cutter may be
a crank-type die cutter, a reciprocating die cutter or a rotary-
type die cutter. From the viewpoint of releasability of each
base material, a rotary die cutter is preferred. In this step, the
blade B is passed through the temporary separator 5 and
adhesive layer 2 to a depth reaching the heavy release sepa-
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rator 3, thereby cutting the temporary separator 5 and adhe-
sive layer 2. This forms notch 3¢ in the heavy release separa-
tor 3. Also in this step, the blade B reaches the heavy release
separator 3 in a manner such that the average value of the
depth D of the notch 3¢ over all of the outer edge 24 of the
adhesive layer 2 is between 5 um and 45 pum. The blade B also
reaches the heavy release separator 3 in a manner such that the
standard deviation for the depth D of the notch 3¢ over all of
the outer edge 2a of the adhesive layer 2 is no greater than 15
um. In order for the average value of the depth D of the notch
3¢ to be between 5 um and 45 um and the standard deviation
to be no greater than 15 pm, a rotary blade, for example, may
be used in combination with control means (such as a com-
puter) operating in tandem therewith to control the depth D.

Next, as shown in FIG. 5, the outer sections of the tempo-
rary separator 5 and the adhesive layer 2 are removed, the
temporary separator 5 is separated from the adhesive layer 2
as shown in FIG. 6, and then the light release separator 4 is
placed essentially doubled over the heavy release separator 3
and the light release separator 4 is attached to the adhesive
layer 2, as shown in FIG. 7 and FIG. 8. This step completes the
adhesive film 1. The heavy release separator 3 and light
release separator 4 may be of approximately the same shape
and size, or one may be slightly larger than the other. Accord-
ing to the invention, the light release separator 4 is preferably
larger than the heavy release separator 3, from the viewpoint
of manageability.

The adhesive film 1 may be used in the following manner
for assembly of a touch panel display. First, as shown in FIG.
9, the light release separator 4 is released from the adhesive
layer 2 to expose the adhesive side 25 of the adhesive layer 2.
Next, as shown in FIG. 10, the adhesive side 256 of the adhe-
sive layer 2 is attached to an adherend A1 and pressed with a
roller R, for example. The adherend A1 may be, for example,
a liquid crystal panel, a protective panel (glass substrate,
acrylic resin board, polycarbonate board or the like), or a
touch panel. Next, as shown in FIG. 11, the heavy release
separator 3 is released from the adhesive layer 2 to expose the
adhesive side 2¢ of the adhesive layer 2. Then, as shown in
FIG. 12, the adhesive side 2¢ of the adhesive layer 2 is
attached to the adherend A2 and heated and pressed. The
adherend A2 may be, for example, a liquid crystal panel, a
protective panel (glass substrate, acrylic resin board, polycar-
bonate board or the like), or a touch panel. In the steps
described above, the adhesive layer 2 is disposed between the
adherend A1l and the adherend A2. The adhesive layer 2 is
preferably used between a protective panel and a touch panel
or between a touch panel and a liquid crystal panel. In recent
years, there has been ongoing development into touch panel
displays with so-called on-cell or in-cell structures. The touch
panel function of a touch panel display with an on-cell or
in-cell structure is incorporated into the liquid crystal panel.
The touch panel display with an on-cell or in-cell structure
includes a protective panel, a polarizing plate, a liquid crystal
panel (liquid crystal module with touch panel function) and
the like. The adherends A1,A2 may be a protective panel, a
polarizing plate, a liquid crystal panel and the like composing
the touch panel display with an on-cell or in-cell structure.

With this type of adhesive film 1, the outer edges 3a, 4a of
the separators 3,4 extend outward beyond the outer edge 2a of
the adhesive layer 2, and therefore the outer edge section of
the adhesive layer 2 is reliably protected during storage and
transport of the adhesive film 1. Notch 3¢ is also formed on the
side 34 of the heavy release separator 3 facing the adhesive
layer 2, using the blade B.

If the depth D of the notch 3¢ is too small, the adhesive
layer 2 may be incompletely cut. Incomplete cutting of the
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adhesive layer 2 may cause edge remnants 2d projecting
outward from the outer edge 2a of the adhesive layer 2 near
the heavy release separator 3, as shown in FIG. 13. When edge
remnants 2d are formed, they often loop back onto the adhe-
sive side 2¢ when the heavy release separator 3 has been
released, potentially deforming the shape of the adhesive
layer 2, as shown in FIG. 14, for example. For the adhesive
film 1, therefore, the average value of the depth D of the notch
3¢ is specified to be at least 5 pm. This allows complete
cutting of the adhesive layer 2 as the blade B reliably passes
through to the heavy release separator 3 side.

If the depth D of the notch 3¢ is too large, a portion of the
adhesive layer 2 may intrude into the notch 3¢ when the
adhesive layer 2 is cut with the blade B, as illustrated in FIG.
15. The portion 2e intruding into a notch 3¢ is difficult to
remove from the notch 3¢. This may reduce the releasability
of the heavy release separator 3, potentially causing release
problems. It can also result in outer edge section of the adhe-
sive layer 2 being torn off when the heavy release separator 3
is released, as shown in FIG. 16. For the adhesive film 1,
therefore, the average value of the depth D of the notch 3¢ is
specified to be no greater than 45 um. This can prevent por-
tions of the adhesive layer 2 from deeply intruding in the
notch 3¢ during cutting of the adhesive layer 2 with the blade
B. By thus minimizing intrusion of the adhesive layer 2 into
the notch 3¢, itis possible to reduce release problems between
the adhesive layer 2 and the heavy release separator 3.

The standard deviation for the depth D of the notch 3¢ is
limited to no greater than 15 pm. This will reduce variation in
the depth D of the notch 3¢ to allow complete cutting of the
adhesive layer 2, while also providing a more reliable effect of
minimizing release problems between the adhesive layer 2
and the heavy release separator 3. The depth D of the notch 3¢
can be stipulated by the standard deviation in this manner
based on the fact that the effect of the invention is not impeded
even when some portions of the notch 3¢ along the outer edge
2a of the adhesive layer 2 have depths outside of the afore-
mentioned range.

A large variation in the depth D of the notch 3¢ can not only
result in cutting failures in the adhesive layer 2 and release
problems between the adhesive layer 2 and the heavy release
separator 3, but can also lead to release problems between the
adhesive layer 2 and the light release separator 4. Release
problems between the adhesive layer 2 and the light release
separator 4 indicate that the peel strength between the light
release separator 4 and the adhesive layer 2 is higher than the
designed level. This can hinder manageability during touch
panel display assembly. By limiting the standard deviation for
the depth D of the notch 3¢ to no greater than 15 pm, it is
possible to prevent such release problems between the adhe-
sive layer 2 and the light release separator 4. One reason such
release problems between the adhesive layer 2 and light
release separator 4 tend to occur is non-homogeneity of the
cross-sectional shape and thickness of the adhesive layer 2
near the notch 3¢, which is a result of variation in the depth D
of the notch 3c.

The peel strength between the heavy release separator 3
and the adhesive layer 2 is also preferably higher than the peel
strength between the light release separator 4 and the adhe-
sive layer 2. This can render the heavy release separator 3
more difficult to release from the adhesive layer 2 than the
light release separator 4. In addition, since the blade B passes
through the adhesive layer 2 toward the heavy release sepa-
rator 3 side, as mentioned above, the outer edge section of the
adhesive layer 2 becomes pressed against the heavy release
separator 3. As aresult, the heavy release separator 3 becomes
more difficult to release from the adhesive layer 2 than the
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light release separator 4, so that the light release separator 4
can be released without release of the heavy release separator
3. It is thus possible to separately release the separators 3.4,
and thereby allow reliable release of the separators and
orderly attachment of the adhesive layer 2 to adherends
A1,A2.

The storage elastic modulus of the adhesive layer 2 at 25°
C.is between 1.0x10° Pa and 1.0x10° Pa. This will resultina
closer relationship between the depths of the notch 3¢ and the
cuttability and releasability of the adhesive layer 2, so that the
effect of limiting the depths of the notch 3¢ to the aforemen-
tioned range will be more prominent.

The peel strength of the adhesive layer 2 for glass sub-
strates is between 5 N/10 mm and 20 N/10 mm. This will
result in an even closer relationship between the depths of the
notch 3¢ and the cuttability and releasability of the adhesive
layer 2, so that the effect of limiting the depths of the notch 3¢
to the aforementioned range will be even more prominent.

The embodiments described above are preferred embodi-
ments of the invention, but the invention is not necessarily
limited thereto and may incorporate various modifications
within the scope of the gist thereof.

EXAMPLES

An example of the adhesive film 1 will now be described.
[Formation of Adhesive Film 1 with Adhesive Layer 2 Thick-
ness of 175 um]

Adhesive films 1 for Examples 1 to 4 and Comparative
Examples 1 to 3 were formed in the following order (I) to (V),
using 75 pum-thick polyethylene terephthalate (Fujimori
Kogyo Co., Ltd.) as the heavy release separator 3, 50 pm-
thick polyethylene terephthalate (Fujimori Kogyo Co., [td.)
as the light release separator 4 and making the adhesive layer
2 of 175 pm thickness.

(D) A liquid adhesive composition comprising components A
to C listed below was coated onto the heavy release separator
3 at ordinary temperature, and an ultraviolet irradiation
device was used for irradiation of ultraviolet rays at 700
mJ/cm? to produce a adhesive layer 2.

A: Acrylic acid-based derivative polymer: 30 parts by mass of
copolymer with weight-average molecular weight of 200,
000, synthesized from 2-ethylhexyl acrylate/2hydroxyethyl
acrylate=7/3 (mass ratio)

B: Acrylic acid-based derivative: 69 parts by mass of 2-eth-
ylhexyl acrylate/2-hydroxyethyl acrylate/acryloylmorpho-
line/diacrylate with polyalkylene glycol chains and urethane
bonds (weight-average molecular weight of 20,000)=40/10/
14/5 (mass ratio)

C: Polymerization initiator: 1 part by mass 1-hydroxycyclo-
hexylphenyl ketone.

The diacrylate with polyalkylene glycol chains and ure-
thane bonds (weight-average molecular weight: 20,000) was
synthesized in the following manner. To a reactor equipped
with a condenser tube, thermometer, stirrer, dropping funnel
and air-injection tube there were added 303.92 g of polypro-
pylene glycol (Molecular weight: 2000), 8.66 g of 2-hydroxy-
ethyl acrylate modified with 2 mol of e-caprolactone (PLAC-
CEL FA2D, trade name of Daicel Chemical Industries, [.td.),
99.74 g of 2-hydroxyethyl acrylate, 0.12 g of p-methoxyphe-
nol and 0.5 g of dibutyltin dilaurate, the temperature was
increased to 75° C. while circulating air, and then 36.41 g of
isophorone diisocyanate was added dropwise uniformly over
aperiod of 2 hours while stirring at 75° C., for reaction. Upon
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completion of the dropwise addition, reaction was conducted
for 5 hours and 44.88 g of 2-hydroxyethyl acrylate was further
added and allowed to react therewith for 1 hour. Reaction was
complete upon confirming disappearance of isocyanate by IR
measurement. A diacrylate with polyalkylene glycol chains
and urethane bonds (weight-average molecular weight:
20,000) was thus obtained.

The weight-average molecular weight of the acrylic acid-
based derivative polymer and the diacrylate with polyalky-
lene glycol chains and urethane bonds is the value determined
by gel permeation chromatography with the following
devices and measuring conditions, and calculation based on a
calibration curve for standard polystyrene. The calibration
curve was plotted using a 5 sample set (PStQuick MP-H,
PStQuick B, product of Tosoh Corp.) as the standard poly-
styrene.

Apparatus: HCL-8320GPC High-speed GPC (detector: dif-
ferential refractometer) (trade name of Tosoh Corp.)
Solvent: Tetrahydrofuran (THF)

Column: TSKGEL SuperMultipore HZ-H (Tosoh Corp.)
Column size: Column length=15 cm, Inner column diameter:
4.6 mm

Measuring temperature: 40° C.

Flow rate: 0.35 ml/min

Sample concentration: 10 mg/5 m[L THF

Injection rate: 20 ul

(II) A temporary separator 5 (polyethylene terephthalate, 50
um thickness, Fujimori Kogyo Co., Ltd.) was laminated on
the adhesive layer 2.

(IIT) The heavy release separator 3, adhesive layer 2 and
temporary separator 5 were cut to a 220 mmx180 mm size
using a rotary blade with a diameter of 72 mm.

(IV) The adhesive layer 2 and temporary separator 5 were cut
to a 205 mmx160 mm size using a rotary blade with a diam-
eter of 72 mm. A rotary die cutter was used for Examples 1 to
4 and Comparative Examples 1 and 2. A reciprocating die
cutter was used for Comparative Example 3. Table 1 shows
the measured values, average values and standard deviations
for the depth D of the notch 3¢ in the heavy release separators
3 of Examples 1 to 4 and Comparative Examples 1 to 3. The
measured values shown in Table 1 are those measured at the
12 points illustrated in FIG. 2.

(V) The temporary separator 5 was released, and a 215
mmx170 mm light release separator 4 was laminated on the
adhesive layer 2. The lamination was performed in such a
manner that the long sides of the light release separator 4
extended 5 mm beyond the long sides of the adhesive layer 2,
and the short sides of the light release separator 4 extended 5
mm beyond the short sides of the adhesive layer 2.

The 25° C. storage elastic modulus was approximately
2x10° Pa for the adhesive layers 2 of Examples 1 to 4 and
Comparative Examples 1 to 3. The 25° C. peel strength of the
adhesive layer 2 on the glass substrate was 8 N/10 mm. In
Examples 1 to 4, the peel strength between the heavy release
separator 3 and adhesive layer 2 was approximately 1 N/25
mm, and the peel strength between the light release separator
4 and adhesive layer 2 was approximately 0.3 N/25 mm.

The storage elastic modulus was measured in the following
manner. First, two adhesive layers 2 with thicknesses of 250
um were prepared with the same composition and conditions
as above, and stacked for a thickness of approximately 500
um, after which the stack was cut into a 10 mm square to form
a sample S. Two samples S were prepared and set on a mac-
rodynamic viscoelasticity meter by means of a jig 100. As
shown in FIG. 17, the jig 100 comprised a pair of mounting
jigs 100A, 100B mounted on the macrodynamic viscoelas-
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ticity meter so as to face each other. The mounting jig 100A
was provided with a plate P1 extending toward the mounting
jig 100B. The mounting jig 100B was provided with a pair of
plates P2,P2 each facing a side of the plate P1, and extending
toward the mounting jig 100A. Each plate P2 was attached to
the plate P1 through a sample S. The mounting jigs 100A,
100B were thus moved away from each other by the macro-
dynamic viscoelasticity meter, and the storage elastic modu-
lus was measured in this manner. The macrodynamic vis-
coelasticity meter used was a Solids Analyzer RSA-II by
Rheometric Scientific, and the measuring conditions were
shear sandwich mode, 1.0 Hz frequency, with temperature
increase at 5° C./min in a measuring temperature range of
-20° C. to 100° C.

[Formation of Adhesive Film 1 with Adhesive Layer 2 Thick-
ness of 350 um|

An adhesive film 1 for Example 5 was formed in the same
order as in Examples 1 to 4, using 75 pm-thick polyethylene
terephthalate (Fujimori Kogyo Co., Ltd.) as the heavy release
separator 3, 50 pm-thick polyethylene terephthalate (Fuji-
mori Kogyo Co., Ltd.) as the light release separator 4, and
making the adhesive layer 2 of 350 pum thickness. Table 1
shows the measured values, average values and standard
deviations for the depth D of the notch 3¢ for Example 5. The
25°C. storage elastic modulus of the adhesive layer 2, the peel
strength onto a glass substrate, the peel strength between the
heavy release separator 3 and adhesive layer 2 and the peel
strength between the light release separator 4 and adhesive
layer 2 were equivalent to those of Examples 1 to 4.

[Evaluation of Cuttability]

The cuttability was evaluated as follows. The evaluation
results are shown in Table 1.

OK: Easy removal of the outer section of the adhesive layer 2,
or no edge remnants 24 formed on the outer edge 2a of the
adhesive layer 2 after removal of the outer section.

NG: Difficult removal of the outer section of the adhesive
layer 2, or edge remnants 24 formed on the outer edge 2a of
the adhesive layer 2 after removal of the outer section.

[Evaluation of Releasability of Heavy Release Separator 3]

The releasability was evaluated as follows. The evaluation
results are shown in Table 1.

OK: No tearing at the outer edge section of the adhesive layer
2 after release of the heavy release separator 3, or easy release
without deformation of the outer edge section of the adhesive
layer 2.

NG: Tearing at the outer edge section of the adhesive layer 2
after release of the heavy release separator 3, or difficult
release with deformation of the outer edge section of the
adhesive layer 2.

[Evaluation of Releasability of Light Release Separator 4]

The releasability was evaluated as follows. The evaluation
results are shown in Table 1.

OK: Peel strength between light release separator 4 and adhe-
sive layer 2 lower than peel strength between heavy release
separator 3 and adhesive layer 2, allowing easy release.

NG: Peel strength between light release separator 4 and adhe-
sive layer 2 equal or nearly equal to peel strength between
heavy release separator 3 and adhesive layer 2, making
release difficult.
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TABLE 1
Comp. Comp. Comp.

Items of the Results Ex.1 Ex.2 Ex.3 Ex.4 Ex.5 Ex.1 Ex. 2 Ex. 3
Measured depth D (1) 15 12 39 30 30 4 45 5
[um]
Measured depth D (2) 12 25 40 30 30 3 47 6
[um]
Measured depth D (3) 11 38 40 30 30 3 48 6
[um]
Measured depth D (4) 11 38 40 30 30 4 49 5
[um]
Measured depth D (5) 14 38 40 30 30 3 50 4
[um]
Measured depth D (6) 13 38 40 31 31 4 50 25
[um]
Measured depth D (7) 16 38 40 32 32 4 50 48
[um]
Measured depth D (8) 18 25 38 29 29 3 49 48
[um]
Measured depth D (9) 13 12 39 29 29 4 48 48
[um]
Measured depth D (10) 14 12 39 29 29 4 47 49
[um]
Measured depth D (11) 15 12 38 29 29 4 46 48
[um]
Measured depth D (12) 13 12 40 28 28 4 45 25
[um]
Average depth D [um] 128 25 39.4 29.8 29.8 3.7 47.8 264
Depth D, S.D. [um] 1.96 119 076 1.01 1.01 047 1.77 19.6
Adhesive layer Cuttability OK OK OK OK OK NG OK OK
Heavy release separator 3 OK OK OK OK OK OK NG OK
releasability
Light release separator 4 OK OK OK OK OK OK OK NG

releasability

[Evaluation Results]

As shown in Table 1, an average value of at least 5 um for
the depth D of the notch 3¢ allowed complete cutting of the
heavy release separator 3 without formation of edge remnants
2d in the outer edge 2a of the adhesive layer 2. It was also
confirmed that an average value of no greater than 45 um for
the depth D of the notch 3¢ prevents release problems
between the heavy release separator 3 and adhesive layer 2.

Furthermore, when the standard deviation for the depth D
of the notch 3¢ exceeded 15 pm, even with an average value
for the depth D of the notch 3¢ of between 5 pm and 45 pm,
this resulted in cutting failures of the adhesive layer 2 and
release problems between the light release separator 4 and
adhesive layer 2 (Comparative Example 3).

What is claimed is:

1. An adhesive film comprising:

an adhesive layer; and

a first base material and a second base material sandwich-
ing the adhesive layer;

wherein outer edges of the first base material and the sec-
ond base material extend outward beyond the outer edge
of the adhesive layer,

anotch is formed on the adhesive layer side of the first base
material, along the outer edge of the adhesive layer,

the first base material has a thickness greater than the
second base material,

an average notch depth is between 5 pm and 45 um,

a standard deviation for the notch depth is no greater than
15 um, and wherein a peel strength between the first base
material and the adhesive layer is higher than a peel
strength between the second base material and the adhe-
sive layer.

2. The adhesive film according to claim 1, wherein the

outer edge of the adhesive layer forms a rectangular planar
shape,
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the average notch depth is between 5 pm and 45 um at
multiple measured points, allocated in at least one loca-
tion on each side of the outer edge of the adhesive layer,
and

the standard deviation for the notch depth at the multiple
measured points is no greater than 15 um.

3. The adhesive film according to claim 1, wherein a stor-
age elastic modulus of the adhesive layer at 25° C. is between
1.0x10° and 1.0x10° Pa.

4. The adhesive film according to claim 1, wherein a peel
strength of the adhesive layer for a glass substrate is between
5 N/10 mm and 20 N/10 mm.

5. An adhesive film comprising:

an adhesive layer; and

a first base material and a second base material sandwich-
ing the adhesive layer;

wherein outer edges of the first base material and the sec-
ond base material extend outward beyond the outer edge
of the adhesive layer,

anotch is formed on the adhesive layer side of the first base
material, along the outer edge of the adhesive layer,

a thickness of the first base material is between 50 pum and
200 pm,

an average notch depth is between 5 pum and 45 pm,

a standard deviation for the notch depth is no greater than
15 um, and wherein a peel strength between the first base
material and the adhesive layer is higher than a peel
strength between the second base material and the adhe-
sive layer.

6. The adhesive film according to claim 5, wherein the
outer edge of the adhesive layer forms a rectangular planar
shape,

the average notch depth is between 5 pm and 45 um at
multiple measured points, allocated in at least one loca-
tion on each side of the outer edge of the adhesive layer,
and
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the standard deviation for the notch depth at the multiple

measured points is no greater than 15 um.

7. The adhesive film according to claim 5, wherein a stor-
age elastic modulus of the adhesive layer at 25° C. is between
1.0x10° and 1.0x10° Pa. 5

8. The adhesive film according to claim 5, wherein a peel
strength of the adhesive layer for a glass substrate is between
5 N/10 mm and 20 N/10 mm.
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